y. 


-t 
— 
1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3. Fomn Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2014-74 


6. Item 
7. Description 


Cargo Basket 


8. Part Number 


94510-01 


9. Qty. 
10. Serial/Batch No. 


1 
94501-12 


11. Status/Work 


New 


12. Remarks 


Modified with Front End Cutout and Lid Walkway lAW DCL704; Stainless steel lAW EO926.90 


13a. Certifies that the items identified above were manufactured in 
conformity to; 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~î4ar-~CLCAR 571.10 Maintenance Release 
^——' 


□ Other reguiafiOn-specified in blockj.2--— 


Certifies that unless^tfierwise'spécified itibîoar-t3,4t]ework identified in 
block ll^anîidescfibid in block 12. has been perforrnedTrTcotnpliance with 
Jl»-€affad/an Aviation Reaulations. 
ISb.Sigi^ure 
13c. Approved Organization Numtier 


AMF 73-04 


^T4t}7-SignaturB 
^ 
"~T4cr-ApptQv^ OrganizahoQjJumtJgr' 


Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Dec 2014 
~T4dH>latr!e 
^' 


Installer Responsibllities 
This certificate does not constitute autfiority to install. 
Inst^lers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recoqnize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircrafl must contain an installation 
certification issued in accordance with the applicable national régulations before the aircrafl may be flown. 


1. Approving Civil Aviation Authority/Country 


transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3. Form Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2014-74 


6. Item 
7. Description 


Cargo Basket 


8. Part Number 


94510-01 


9. Qty. 
10. Serial/Batch No. 


1 
94501-13 


11. Status/Work 


New 


12. Remarks 


Modified with Front End Cutout and Lid Walkway lAW DCL704; Stainless steel lAW EO926.90 


13a. Certifies that ttie items identified above virere manufactured in 
confomity to: 


El 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


"~T4a^~CIL.C^ 571.10 Maintenance Release 
^^ 
□ Other regùiiïîBrr^pegified in 


Certifies that unless^ttjefwisg'spécified iribioclr-fSr^tiework identified in 
blocklJ^aricLdescriBed in block 12, has been perforrneTuTcofnplignœ with 
iï»-esnadian Aviation Reaulations. 
13b..Signature^ 
13c. Approved Organization Number 


AMF 73-04 


^I4brSignat^e 
— 
T4crApp£gyed OrganizatiorLNumtJST' 


yU.lUme 
Jeff Clarke - AD02 
13e. Date (dd/mmm/yyyy) 
11 Dec 2014 
14dr-NatTie 
^ ' T4er-OateJdd/mmrrVyyyy) 
___...— 


Installer Responsibilities 
This certificate does not constitute autfiority to install. 
Installera working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their requiations recoonize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3. Fonm Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2014-74 


6. Item 
7. Description 


Cargo Basket 


8. Part Number 


94510-01 


9. Qty. 
10. Seriai/Batch No. 


1 
94501-14 


11. Status/Work 


New 


12. Remarks 


Modifled with Front End Cutout and Lid Walkway lAW DCL704; Stainiess steel lAW EO926.90 


13a. Certifies that the items identified above were manufactured in 
conformity to: 


13 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in biock 12. 


~~T4ar--0__C^ 571.10 Maintenance Release 
^—■ — 
□ Other rejïiafîîm-spesifi^in 
' 


Certifies that unless^ttjfijwise^pecified inbîocR~1'2ï4tigwork identified in 
blockVl^and-descfiBéd in biock 12, has been perfomîedTtrcompiiance with 
Jba-Qsfiadian Aviation Reaulations. 
13b^Si<^ature 
fn 
^ 


13c. Approved Organization Number 


AMP 73-04 


~T4tïr-SignaU^ 
^ 
~T4crAppto^ OrganizatjorLNafnbST' 


l^df Name 
JeffC!arke-AD02 


13e. Date (dd/mmm/yyyy) 
11 Dec 2014 
"~TWr-NaGae 
—-—' ~T4B^BatgJdd/mmrn/yyyy) _.__-----—' 


Installer Responsibilities 
This certificate does not constitute autfiority to install. 
Instailers working in accordance with the national régulations of a country other than that specified in biock 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technicai record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


a: 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3. Form Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. -9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2014-74 


6. Item 
7. Description 


Cargo Basket 


8. Part Number 


94510-01 


9. Qty. 
10. Serial/Batch No. 


1 
94501-16 


11. Status/Work 


New 


12. Remarks 


Modified with Front End Cutout and Lid Walkway lAW DCL704; Stainless steel lAW EO926.90 


13a. Certifies that the items identified above were manufactured in 
conformity to: 


13 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


T4a>~£ILCAR 571.10 Maintenance Release 
^ ^ 
□ Other regùîàïiïm-specifl^in blockjL2^-^- 


Certifies that unlessottiefwisS"spedfied irTbïoSri^rthework identified in 
blockJJ^anjLdestnîBed in block 12, has been perforrnedTfrcompl^ce with 
Jii»-6anadian Aviation Reaulations. 
^ 
ISbi^gnature 
(1^ 
^ 


13c. Approved Organization Number 


AMP 73-04 
Tttr-Sigoa^e 
~T^ïCrApptoyed OrganizatiojLNumbST' 


lild.'flame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Dec 2014 
~T4dr-Naa!e 
^—— ~T^te:-OaîêMd/mmnVyyyy) ____——^ 


Installer Responsibllities 
This certificate does not constitute authority to install. 
Inst^lers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recoonize 
certifications from the country specified. 
^ 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3. Form Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 
WO 
2014-74 


6. item 
7. Description 


Cargo Basket 


8. Part Number 


94510-01 


9. Qty. 
10. Serial/Batch No. 


1 
94501-17 


11. Status/Work 


New 


12. Remarks 


Modified with Front End Cutout and Lid Walkway lAW DCL704; Stainless steel lAW EO926.90 


13a. Certifies that ttie items identified above were manufactured in 
conformity to: 


El 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~î4ch—CLC^ 571.10 Maintenance Reiease 
^^ 


□ Other reguiSîïOn-specified in 


Certifies that unless^yienwise'specified inbio9t-13ï4tigwork identified in 
block11ari£Ldescfi6éd in block 12, bas been perfomTedlfTcompliance with 
Jba-Bafia^an Aviation Requiations. 
13t^^flnature 
13c. Approved Organization Number 


AMP 73-04 


^T4t)r-Signati^e 
^^ ~T4cr:App£g^ OrganizatjgîLNwnbSr' 


ISd.ïName 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
11 Dec 2014 
"~T40r-Nacae 
^—' 


Installer Responsibilities 
Ttiis certificate does not constitute autfiority to install. 
Installers working in accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


1. Approving Civil Aviation Authority/Country 


Transport Canada 
2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Malaspina Road, PoweH River, BC, V8A 0G3 


3. Form Tracking No. 


5. Work Order/Contract/Invoice 
WO 
2014-74 


6. Item 
7. Description 


Cargo Basket 


8. Part Number 


94510-01 


9. Qty. 


1 


10. Serial/Batcti No. 


94501-15 


11. Status/Work 


New 


12. Remarks 


Modlfled with Front End Cutout and Lid Walkway lAW DCL704: Stainless steel lAW EO926.90 


13a. Certifies that the items identified above were manufactured in 
conformity to; 


El 
Approved design data and are in condition for safe opération. 
□ 
Non approved design data specified in block 12. 


13b. Signature 
-f- 
Aù 


I. Name 
Jeff Clarke - AD02 


13c. Approved Organization Number 


AMF 73-04 


13e. Date (dd/mmm/yyyy) 
11 Dec 2014 


CAR 571.10 Maintenance Release 


□ Other regulatlOrrspecified in block 1 


Certifies that unlessottjerwrtse' specified in blocarfZrJbgwork identified in 
block IJ^aniLdescSTEed in block 12. has t)een perforrriedTrrcofBolLance witti 
nadian Aviation Régulations. 


gyed Organizatio 


e(dd/mmm/yyyy) 


X. 
(t 


11 


Installer Responsibilities 
Tfiis certificats does not constitute authority to install. 
ISSorïS; 
""" """ 
'•s»""™» 
do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
œrtrfication issued m accordance with the applicable national régulations before the aircraft may be flown. 


Aero Design Ltd. 
WORK ORDER 
2014-74 


Date Opened: 


Job #; 
Type / Project: 
Batch Quantity: 


Approval: 
Drawing List: 


Drawing 


19 September 2014 


945 
Bell 206L/407 Extra-Wide Cargo Basket 
2 - 
STAINLESS STEEL CONSTRUCTION 


SHOO-48 
DCL945-10, Rev. 0 


Description 
Task Sheet Materiai List 


94510, Rev. 0 
- 
84255, Rev. 1 
Cargo Basket Assembly 
Handie Assembly 


94511, Rev. 0 
El 70411, Rev. 0 
Basket Body Fabrication 
Front End Cutout (Option) 
□ 
Si 
□ 


69812, Rev. 3 
- 
84262, Rev. 0 
[2 70405, Rev. 3 


Basket Lid Fabrication 
Lid Handie Provisions 
Lid Walk Way (Option) 


X 
□ 
>< 
□ 


94520, Rev. 0 
- 
84262, Rev. 1 
Hoop 
Basket Handie Provisions 
□ 
□ 
□ 
□ 


94521, Rev. 0 
Forward Attachment Hoop 
□ 
□ 
□ 
□ 


94522, Rev. 0 
Aft Attachment Hoop 
□ 
□ 
□ 
□ 


84261, Rev. 1 
Handie Bar Assembly 
□ 
□ 
□ 
□ 
' 


Work Order pre-completion Inspection: 


A 
Project is on Approval Limitation Record: 
Document Control List revision level matches (or exceeds) 
Drawings revision levels match Document Control List: 
STC: 
Y 
Y 


Purchase order or Work order source is recorded for each part/ass'y: 
Y_ 
Tests and inspections specifically called out on drawings are complété: 
^ 
Release tags associated with ail fabricated parts are attached: 
Y_ 


List ail non-conformities raised: 


Il hec /V 
D 
Inspeptor Signature: 
ate: 


Approved Manufacturing Facility 73-04 
Process Control Form 
Revision 3, March 2014 


CARGO BASKET BODY FABRICATION - COMMON 


General 


-Il 
7- 
H07 
f 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails; 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0- Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0- High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1 - 
Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0- Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^ 
^ 
j 
(initial or SCA#) 
• Work Order: 


Date Open; 
l'y ScP ( ^ 


1. Rim Assembly-Basket Body 


a. Cut and fit Y*" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 
0-(y Ç A 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) on/y - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 
e. Cut Yi X 0.035 material to fit spine jig. 


f. Cut 34" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 


h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


j. Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


1. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 


1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 


a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 


as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 
PSX)(fi 
r\^Ç> 


a. Frame assembly for complété welds. 


7. Mesh assembly. 
/9jOoG 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 
1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Closer to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA#) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 
rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require Vï to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


Iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
8. Weld mesh to frame assembly per drawing. 
AO''0^ /4D-05~ AD-O^ 


a. Ensure lug locating jig is in place prior to welding. 
b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 
b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10-Cleanup 
A()OÇ> 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 
d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
To be completed by a différent person than the previous steps. 
a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Fioops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 
d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(.initial or SCA#) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
C/^i 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 


Page 6 of 6 
30 November 2013 


r 


CARGO BASKET LID FABRICATION - COMMON 


* General 


These instructions apply to ail cargo basket lid assemblies. Refer to the following drawings, at the carrent 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
V 
"^69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 


94612, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


tf 


Eurocopter AS350/AS3S5 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0- Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


^ell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0- 
Extra Large (ski) Basket 
rvc 


MD600 
82812, Revision 0-Standard Basket 


Options 
--^70405, Revision 3 - Walkway 
70402, Revision 1 - 
Lid Door 


r 


Page lof4 
30 November 2013 


CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 
Work Order: 


Date Open: 
'^erPT ApI^ 


1. Rim Assembly - 
Basket Lid 


a. Cut and fit V*" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 
tT kV) 
a. Record welding rod PO on attached material list. 
" 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly - 
Lid 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit Y*" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 


5. Frame assembly - 
Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut /4" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


(Initial or SCA #) 
8. Mesh assembly. 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 
* 
a. Pull sheet of expanded mesh from stock. Record materlal PO on attached materlal llst. 


b. Cut mesh to size for lld. 


c. Remove surface rust with scotch-brite. 
d. Ensure lld Is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail llds: 


I. Every Intersection on ail edges. 


II. First 5 Intersections along cross members, then every second Intersection. 


b. MIG \A/eld both short sides. 


c. Clamp lld over spacer at centre of lld to pre-tenslon mesh. 


I. 
for llds under 76" 


II. 1" (check) for llds over 76" 


d. Weld remainder of mesh as Indicated In a. 


e. Record welding rod PO on attached materlal llst. 


10. Weld lld components. 
/4D~^^ 


a. Handie brackets, locate In accordance wIth drawing. 


I. Standard location: %" outside of last cross member on both ends. 


II. Record handie bracket WO and welding rod PO on attached materlal llst. 


b. Lld prop bushlng(s). 


I. one or two In accordance wIth drawing. 


II. Record llp prop bushing WO and welding rod PO on attached materlal llst. 


c. Placard bracket. - 
not Installed on 95912 (Bell 429) 


I. Locate on cross member to set bracket In centre bay of lld. 


II. Record placard bracket WO and welding rod PO on attached materlal llst. 


11.Cleanup 
/jP&f Aê^__ 


a. Grind high spots off mesh welds. 
b. TIghten mesh using spécial pllers. TIghten enough to remove "oll canning", where mesh springs 


in or out. 


c. Straighten lld usIng frame attached under welding table. Work carefully, avold excessive force 
to prevent kinking rim tubes. 
d. DrIII #9 through lld prop bushlng(s). De-burr hole(s). 
e. DrIII for lld bumpers usIng 1/4" (#3) centre drill. 


I. 3 places for llds under 76" 


il. 4 places for llds over 76" 


f. Remove surface rust wIth scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 
a. Basket lld assembly for complété welds, and required minimum mesh vO^eld location^ 


b. Materlal llsts complété. 


c. Overall condition and conformity to drawlng(s). 
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CARGO BASKET LID FABRICATION 
Complété 


13. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial pradticês 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Caution: 


Apply cutting oii te material surface at location to be milled 


Wide/Ski Using 5/8" (0.625) end mil!, mil! into side of tube. 
_DlUgr-94552^ 


AN 
Using appropriate methods,remove the excess cuttmg-fkrrtT^ 


from the surface and inside of the tube. 
N/A 


AN 
De-burr milled cuts using appro^tiate^ethods. 
N/A 


Wide/Ski Using a #30 bit, drill veirt-bcrtes for spine as indicated in note 
#2 on drawing.^^'^'^ 
Dwg. 94620 


Ail 
De-bujjJwfeTusing appropriate methods 
N/A 


Welding Instructions 


Ail 
Attach two 69823-02 lugs to AD7-104-002 spacingjlg using 


3/8-24 boit. 
Fig. 19 
Cep ^r'0^^ 


AN 
Install the lugs mounted In the mounting jlg assembly Into 


slots milled in the hoop. 
Dwg. 94522 
Off 


Figure 19 


Caution: 


Ensure the lugs are centered laterally in tube before welding. 


AN 
TIG weld both mounting lugs to hoop assembly around the 
AWSD17.1/ 
TO 
pr^M 
entire mating surface between the two parts. 
D17.1M:2010 


Approved Manufacturing Facility 73-04 
Form 20.B.01 
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Rev. Original 07 Apr 2014 


* 
^ Work Order: 


Date Qpened: ^ 
^ 


Material Tracking Sheet 
Bell 206L / 407 and Eurocopter AS350 / AS355 
Standard Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


69812-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
— 
3/4" Tube - Long Rim (75.75") 
^430Stèel, 
X 0.035 Sqr. Tube llfO 1 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
j4130-Steer, y4" X 0.035 Sqr. Tube 


Step 2 
Weld Rim Assembly 


.AIR 
— 
Welding Rod 
ER705-2<iG Rod 
Poit- 


Step 3 
Inspection - RIm 
None 


Step 4 
Frame Assembly 
ss 


. 3 
— 
3/4" Tube - Cross Member (21") 
41jiQ-Steer%^ 0.035 Sqr. Tube 
||0l 


Step 5 
70405 
Option: Frame Assembly - with walkway *7^ 


. 8 
~ 
1/2" Tube - walkway 
JFm Steel, 72" X 0.035 Sqr. Tube ( 
|(0i 


Step 6 
Weld Frame Assembly 


.AIR 
Welding Rod 
ER7P8^TIGRod 


Step 7 
Inspection - Frame Assembly 
y 
None 


Step 8 
Mesh Assembly 


. 1 
— 
Mesh (lid - 75" x 22") 
3/4jJj5F€xpanded Mild"Steel sheet 
IfTSol. 


Step 9 
Weld Mesh 


.AIR 
- 
Welding Rod 
ER70S-e'MlG Wire 


Work Order: 
-IH 


Date Ooened: 
Se^T 


Material Tracking Sheet 
Bell 206L / 407 and Eurocopter AS350 / AS355 


Standard Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


Step 10.a. 
. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
ZOM - 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
— 
Welding Rod 
ER308L TIG Rod 


Step lO.b. 
.2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Dia. 


.A/R 
— 
Welding Rod 
ER308L TIG Rod 


Step 10.C. 
. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
Vo-é 30'2>l 


. A/R 
— 
Welding Rod 
ER70S-2 TIG Rod 
Pc-ff }h 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 


Work Order: 


Date Qpened: fi 


Material Tracking Sheet 


Bell 206L/407 
Extra Wide Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


94511-01 
Basket Assembly 


Step 1 
Rim Assembly 


.2 
— 
3/4" Tube - Long Rim (75.75") 
4130 Steel, %" x 0.035 Sqr. Tube (I/DI 


. 2 
— 
3/4" Tube - Short Rim (25.5") 
4130 Steel, '74" x 0.035 Sqr. Tube 
fllDl 


. 1 
~ 
3/4" Tube - Long stringer (74.25") 4130'St§el, %" x 0.035 Sqr. Tube HP) 
. 3 
— 
3/4" Tube - Short stringer (2.5") 
4130 Steèlv'X" X 0.035 Sqr. Tube m 


Step 2 
Weld Rim Assembly 


.AIR 
Welding Rod 
ER7Î1S42 TIG Rod 
ÇR 
j 


Step 3 
Inspection - Rim 


"V 


None 


Step 4 
Frame Assembly 


. 1 
94520-01 
Hoop - standard 
^<30 Steel, 72" x 0.035 Sqr. Tube m 


. 2 
84262 
94520-01 
Hoop - with handie provisions 
413Ô^Steel, 72" x 0.035 Sqr. Tube 
moi 


. 1 
94521-01 
Forward Attachment Hoop 
V 
(110) 


. 1 
94522-01 
Aft Attachment hoop 
^ 
/S 
iliol 


* 
.4 
~ 
1/2" Tube - spine 
ëteel, 72" X 0.035 Sqr. Tube nio| 
.2 
1/2" Tube - strut 
4130^el, 72" X 0.035 Sqr. Tube 
l(\0^ 


Step 4.g. 
70411 
70411-01 
Option; Front End Cutout 


70411-03 
1/2" Tube 
2K30 Steel, 72" x 0.035 Sqr. Tube m 


70411-04 
1/2" Tube 
4130 Steel, 72" X 0.035 Sqr. Tube ll\«l 


Step 5 
Weld Frame Assembly 


.AIR 
— 
Welding Rod 
ER70S-XTIG Rod 
IriR 30 87_ fc?-# /H 0'2J^ 


Step 6 
Inspection - Frame Assembly 
None 


WorkOrder: 


DateQpened: 
S€PT 


Material Tracking Sheet 


Bell 206L / 407 
Extra Wide Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POAA/0 


Step7 
Mesh Assembly 


. 1 
— 
Mesh (Body - 56" x 75") 
3/4-16F Expanded-MitcrStiefsheet 
1(0"^% 


. 2 
— 
Mesh (End - 24.75" X 16.75") 
Êxpanded Mild Steel sheet 
r 


Step 8 
Weld Mesh 


.AIR 
— 
Welding Rod 
ER7OS-0-|OiïG Wire 
Pc^/^02J^ 


Step 9 
Weld Basket Components 


. 1 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 
Dia. 
Wc'^ 


.AIR 
— 
Welding Rod 
ER308LTIGRod 
Po4N<02.<}r 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


:t.. 
-A 
. 
éd 


'¥"tj 


Aero Design 


Parts Distribution Sheet 


wo#^lM-7M 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


f 
/ ^ 
y 
A, ( // 
y 
r— 
^ 


/ 


y 
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r 
— 
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REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 


MILL 05/8 
0.313 DEEP 
2 PUCES 


f 
N 
X— 4.0 RADIUS 


. 
r'S. * 
\.vV 


T~ 
m 


16.75 
ctaw 


DETAIL A 


SCALE 1 ; 1 
DETAIL B 


SCALE 1 : 1 


ODFORWARD HOOP 
69823-02 
LUC 
94521-01 
FORWARO HOOP 


01 
PART NO. 
ITEM 
DESCRIPTION 


1018 MILD STEEL 
4130 STEEL CONO. N 


MATERIAL 


AISI 1010/1025" 
MIL-T-6736 


MATERIAL SPEC 


5/8 ROO 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


OTY 
UST OF MATERIALS 


NOTES: 


1. REMOVE ALL BURRS ANO SHARP EDGES. 


2. DRILL 3/32" VENT HOLE IN BOTTOM OF HOOPS FOR VENTINC WELD CASES. 


3. WELOING OF LUGS TO BE COMPLETED BY GTAW METHOO TO AMS2685C. 
WELDING ROO SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 
s! 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


13 SEPT 2011 


UNLESS OTHERWSE SPEaFlEO 
DIMENSIONS ARE IN INCHES. 
TaERANCES ON; 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, OAR 290U 
2013 - 39TH AVENUE N.B.. CALGARY, ALBERTA, CANADA. T2E 6R7 
UL (403) 880-8027 
fmz: (403) 380-8333 
w 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
FORWARD HOOP 


SCALE 1 : 5 


SHEET 1 OF 1 LGL 
94521 
0 


1 


DESCRIPTION OF CHANGE 
INI11ALS 


:-n 


MILL 05/8 
0.313 DEEP 
2 PLACES 11.00 


♦.0 
RADIUS 


DETAIL A 


SCALE 1 ; 1 
DETAIL B 


SCA.E 1 ; 1 


Aia 1010/1020 
69823-02 
5/8 ROO 
1018 MILD STCEL 
1/2 x 0.03S 
94522-01 
END HOOP 
4130 STEEL COND. N 
MIL-T-6736 
SQR. TUBE 
01 END HOOP 
PART NO. 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 


LIST OF MATERIALS 
NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRILL 3/32 VENT MOLE IN BOTTOM OF HOOP FOR VENTING OF WELD GASES 


APPROVALS 
AERO DESIGN LTD. 
CONSULTING ENGINIXRS, TRANSPOKT CANADA APPROVALS 
DRAW*; 
JEFF CLARKE 
13 SEPT 2011 
DAR 290II 
8013 - 39TH AVENUE N.E.. CALGARY, ALBERTA, CANADA, TZE 6R7 
UL (403) 330-8087 
fax: (403) 330-8333 
urodMl«n*UluaplaiMLD«t 
CHECKED: 
E. BURGOIN 


3. WELDING OF LUGS TO BE COMPLETEO BY GTAW METHOO TO AMS2685C. 
WELDING ROO SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 
UNLESS OTHERWSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OEaMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 


X.X 
±0.1 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
AFT HOOP 


DWG. SIZE 
DWG. ND. 
SCALE 1 : 3 


SHEET 1 OF 1 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
2 
SEPARATED THIS PART FROM REMAINDER OF UNUSED DRAWING 36204 REV. 1 
SX 
18 FEB 2014 
AND UPDATE TITLE BLOCK 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. WELDING OF 1018 STEEL TO BE COMPLETED BY GTAW METHOD TO AMS2685C. 
WELDING ROD SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 


GTAW 


ALONG CORNER JOINT 


R0.03 
TYP 


CHAMFER 0.063 
@ 
PUCARD BRACKET 


36204-10 
10 
PLACARD BRACKET 
1018 MILD STEEL 
ASTM A568 
0.035 SHEET 
01 
PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


QTY 
UST OF MATERIALS 


APPROVALS 
DATE 
AERO DESIGN LTD. 
)) 
9888A MALASPINA ROAD 
// 
POWEIX RIVER, BC, CANADA, VBA 0G3 
" 
TBL: e04.483.2378 
www.aaro(fanicn.oa 


DRAïW: 3^^ 
07 OCT 1999 


CHECKED: ^ gURGOIN 


UNLESS OTHERWISE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


HELICOPTER CARGO BASKET 


COMPONENT - PLACARD BRACKET 


SCALE 1 : 1 


SHEET 1 OF 1 


OWB. aZE 
A4 


DWG. NO. 
36204-10 


REV. 
2 


UU lUBI IIVINIMV U W 
HUU LU. W HUH WW 
M 
«mn 
flCMBiT » «ou aoRM i& tr teame m 
«mm 
nu 


KSCflIPIKW QF CHANGE 
CKATEO FROU 69ft11. KV. 5 
NITIALS 
DATE 
DETAIL A 


ïaM wr 
laas RCF 


DETAIL B 
ICMJO'MKM TO 
COMBTtD TUSC 
NOTES; 


T. ROIOVC «U. BUMIS ANO BREAK SHARP ED6ES 


2. «ElOiNC or 4130 STEEL TO K CCMUTED BY CTAW tCTHCO TD AUS 26850 
«CUUNG MO SHUi. CONFOftU TO ER70S-2 OR COUIVALENT. 


3. NHCM ASSEM81Y IS CCHPlfTE. FU. AU. VENT HOtCS VITH ROSETTE «CJD. 


4. THOROUQHLY OIAN MC PCMCR CÛAT BASKET SUB-ASSEM8UCS PRIOR TO ASSEUaV 


17 
. 
. 
BRU. M/r OUTSOC OMLY 
iV*Acai 
(ncH 08) MTo hou 
CMi n 
(aiM*) TMtU 9ACER 


DETAIL C 


SCAtI 1:1 
m 
LOCHM AT PaONT W 
OF KKSET 
@ 
BASKET BODY ASSEMBLY 


EVEBT MTERSECinN 


BOW EMS 


|7 JM s»i 


HAWU 8RA0KET ASSEMBLY 
m 
MB.-T-B736 
as X ao38 son, tuk 
COWO- M 
&75 X aoss SQR. TUBE 
B4522-01 
ATT ENO HOOP 
FÛMMO END HOOP 
B4SM-01 
KF. D«C 84262 (07 
>4611-01 0» BASKr BOOY ASSEMBLY 
SEE OCTAB. C 


AERO DESIGN LTD 
CVERV SECOND MIERSKTWN 
CM S1RUT. BD1M CNOS 
JEFF CLABKE 13 SEPT |p1 
comuuDic BNOQicais. uteNararr canada approvau. dar 
8013 - Sam AVENUE NX., CALOANT. ALBERTA CANADA. TSE 
tab (40^ MO MU 
Ine (M*) 
E. BURCOm 


JNLESS OTHCRWSE SPCOFIED 
DIHCNSMNS ARE M MCHES. 
TOURANCES ON: 
MOMAAS 
ANCLCS 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
±0. 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
BASKET BOOY ASSEMBLY 
ssrsa 
ew. Ma 
94511 
DETAIL A 
DETAIL B 


- A. 


wstnasTiieeHriFTmE 


REV.I 
OCSCmPTKM OF CHAWX 
j MIDALS 
1 
DATF 
0 1 
CREATEO FROU 60810. RCV. 3 
1 
' 


79.7» nu 


MU. /P (0.1») 
last 4 nvcTs. eoTH dc6 
mil f3i (0.1») 
TYPICAL «• P1TCH 


ORU. 02» UTO UD 
Ct£AMMC FROH ICSH 
S fLMSS UN 
01 CARGO BASKET ASSEMBLY 


■ 4-QUICK RELEASE 8ASKET 
^ 
aUMLHSkMÎ 


- M>-19A SaT (U)) 
MU-I7A SCLT (BASnT) 
AM70-9 «ASHCIi 
ANMO-10 WASHQt 
IIS21044NJ NUT 


2U niAMES 


40000-14 nnMG 
ANMO-eie «MSCRS (2) 
4 PIACCS 


DETAIL A 


SCALE 1 : I 
LOOtONO AT LOOEft AHACHUENT. UPPCR ATTACHUCNÎ SULAft 
TTflCAL FRONT AND RCAR 


HOTE; 


I. AU. OlUENSlONS SHOWN ARC FOR REFERENCE ONLY. 
ORdSONS OF COMPONENTS 


AND COt^LETE ASSEUBLY ARE DCTERUtNES M PREUOUS STEPS. 


55 


MAXIMUM PERMISSBLE LOAO 
300 LBS. TOTAL 


AERO DESIGN LTD. 
■ f 


0*255-01 


»0012-01 
0*911-01 


CHERRY RIVET 


HWOLE BAR IMSTAUATIOH 


BRACE ARSTMOLY 
UD A«yÛQiy~ 


fcA9KÉT tCOY ASSEMBLY 
CARflO BASKET ASSEUBLY 


AROUS WODSTWES 


UATERAL 
UATCRIAL SPEC 
STOCK 


UST CF UATERIALS 


ftiiy CODE 
(XAAICTER 
KF. RAS 523 
HEAO NEAR SOC 
F-UFD. HEAO FA» UOE 


DETAIL B 


BUMPER INSTALLATION 
SCALE 1 ; 1 


C-COUN'ERSUNK 
D-OO^ 
OlOiT-l OF 9CET5 


TO BE OBtfUO 


BASC CODES; 
DJ-U520470A0 
Be-US2042»AD 
AI>N-CR3213 
A1U-CR3523 


+ 


DASH HO FOR lENGTH 


MSTAU. tew Rl^ 
■ [ 


REMM/1CPLACE RRCT 


[ CMS1W0 RINCT 


E. BURGON 


UNLESS OTHERMSE SPECnCD 
DMENStONS ARC M MCHES. 
TOLERANCES ON; 
OCQUALS 
ANGLES 
X.XXX fO.010 
±1/2' 
X.XX 
±0.03 
K.X 
±0.1 


AFI^O DESIGN LTD. 
«WSUUnRO ENOVCBtS. TRAURPCOT CANADA APPROVALS, DAR tOOU 
8019 - 30TH AVENUE N.E.. CAIOAST. AIMRTA. CANADA. TSC 6R7 


WA; (40» M0-10r> 


BELL 206L SERIES, 407 
QUJCK RELEASE CARGO BASKET 
CARGO BASKET ASSEMBLY 


Al 
94510 


NOTES: 


1. REHO^ ALL BURRS ANC BREAK SHARP EDGCS 


2. WEUMNC OF 4130 STEEL TO BE COWPI^TED BY OTAW UETKOO TO ANS 20BSC. 
mOINC ROO SHAa CONFORU TO CR70S-2 OR EQUIVALENT. 
S «HEN ASSCMBLY IS COMPLETE. FXL AU VENT HOLES WTH ROSETTE «ELO. 


4. THOROUGHLY CLEAN ANC POUCCR COAT BASKH SUB-ASSEMBLiES PRUR TO ASSEUBLY. 
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